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Report %No. 322/y ¥ay 12th, 19%2,

COMPARATIVE MACRO=-STRUWC 1% OF AMOR PLATE THNOTS

In ingot 4y the spots appearing under etohing that are
120ated away from the center, mrre bhelleved to he farmed from
(a8 evolved by a mold wash thet contal ned more shellaec than
is normelly used. Ullisregerding these spots, the following
remarks epply to all the ingots.

In the first place, whether the ocavities exposed on
eteliing Are porogity or seyreuation has not been determmined.
S§1ince all the steel wag well killed wiien poured and showed
excellent shrinkage in the sink head, it is not helieved that
%#8 evolved on ¢doling i{s in any way responsible. In any in-
got, aegregation toward the center, mand primary and secondary
pipring are ineviteble. The mold uased 1s probably the pnoreat
shape, except for m circle, for the production of sound ingots

The ingots ss produced sare aound me terisl sa gpod as ocould be
normelly expected. The practice in making the steel shows

3light variations. Tnede are shown in the followiny table:

: : : : n : : : N T ime
: : Time .3 :Time . : st Total; $ iand
3 sadded tadded :Teinp.: Size itime :Power: tdnte
. ~ thefore ~ s$hefore : vhen; of tto ¢ usedimoldsof

Ingot; Mne
NOe

itapping: Si. :tapping:pro~ srunnersmelt :K¥ Hr:Tempipour-
: mine : £ i min. joured:squsresmin, 19C  :ing

: : : H H H H H : H

%8 30,07 10,08 ¢+ L4 thot : 1" 1 94 : 210 :200 :10.59 AM,

120 : 7 1 ’ : : : : : : : 1 3/21/%2
T H $ : 3 0 T 3 1 1

436 :10.07 2 5 10.08 ¢ U4 thot : 1" : 62 : 200 :1400 :12.04 PM
: : s : : : : i : i 3/21/32
T H s : : : : : H ?

37 1007 ¢ 5 10.08 ¢+ 3 thot ¢ 1" : 63 : 190 :400 : 2.08 PM
W37 $ 7 1 : : : : : t : ;. 3/21/%2
: ! : $ 3 1 : t
Wy :0.22 1 6 10,08 : 2 thot ¢ 1" : 86 : 24,0 1200 : 9.58 AM

: 3 : 3 3 3 3 1 : 3 0/32
1 : : : : $ 3 1 t ]
yS 30.22 : 10 10,08 : L4 teool 3 3/L" 1 71 : 200 400 311.?0 7!
3 3 t $ 3 3 $ t 3 1 9/20/32
-

Pinsl additions.
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The following is the chamge used on all heats: (deoxid-
{zers are i{ncluded)

Rer Stock (C .93 ¥n .653 31 .125; S .037; P .016) /108 1hs.

Armceo Iron(C .05) 83 "
perro-kolybdeaum (C .OL; Si 6.3 Mo 63.98) 5.7 "
perro-Vanadium (C +53; 31 1.18; Va 37.68) Z5 "
Perro-Chromium (C .1U; Cr 60.62) B.75 "
Ferro-Mansanese (in 97.3%) h.BZ) Wdy)
136) 0.35 1b. lhs) 1.15 "
h37)
Ferro=-Silicon (51 9%.0) Oy "

They were the 6th, 7th, Gth, 9th, 10th, heats on s
cintered magnesis crucible. Lining com ition excellent for
8ll heats, All were poured from under s amall amount of
viscous high magnesia slag.

The top discs cut from ingots L35, 436, 137, were locat-
ed 1.5" bslow the hot top. The top disca from !JJy and )15 were
looated 2.25" below the hot top. The bottom di ses from )35,
36, and [}37 were locsted 0.5" above the bottom taper. The
bottom discs from i and 115 were located even with the hottom

tapere.

Temperature chsnge in the induwstion furnmce is extremely
rapid. The practice 18 to superhest slightly, shut off the
power, and pour when ready, waiting time is seldam as long es
one minute. The pouring temperature la, therefore, a matter
of estimate. An oxamination of the shove data leads to three
general conclusions: wilch will be tested in future ingots:-

(1) The final silicon addition should be
mede as late ms possible.

(2) The smeller runner ls preferable.

(3) The high mold temperature is desirabdle.
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